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(57) ABSTRACT 

A high efficiency gasification process for converting carbon 
aceous solids to methane and apparatus for its practice are 
described. The process includes reacting steam and carbon 
aceous Solids comprising ash in the presence of alkali metal 
catalyst in a gasification reactor to produce combustible 
gases and char particles comprising ash and alkali metal 
catalyst constituents, treating a stream of Such char particles 
in an alkali metal catalyst recovery system to recover the 
catalyst constituents as alkali metal compounds, and recy 
cling such recovered compounds. Within the alkali metal 
catalyst recovery system the process includes quenching the 
stream of char particles with water whereby such particles 
are cooled and fractured, dissolving soluble alkali metal 
catalyst constituents from the fractured solids to form a first 
alkali metal catalyst Solution and washed solids, optionally 
reacting the washed solids in alkaline solution to form a 
second alkali metal catalyst Solution, upgrading said first 
and optional second alkali Solution to recover the alkali 
metal catalyst constituents as said alkali metal compounds. 
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Figure 1. Overall flow diagram 
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CATALYTIC STEAM GASIFICATION 
PROCESS WITH RECOVERY AND 
RECYCLE OF ALKAL METAL 

COMPOUNDS 

FIELD OF THE INVENTION 

0001. This invention relates to a process for gasifying 
carbonaceous Solids, such as coal, in the presence of alkali 
metal catalysts to generate product gases, such as methane 
or syngas, together with a simplified catalyst recovery 
process. 

BACKGROUND 

0002 Petroleum is the primary source for liquid and 
gaseous fuels. It has long been a concern that the availability 
of petroleum will decline because known petroleum reserves 
are being consumed and exploration for new reserves is 
becoming increasingly difficult. Since so many technologies 
rely on liquid and gaseous fuels, the need to develop 
processes to produce Such fuels from alternative sources is 
widely recognized. 
0003. Several technologies have been developed to 
address this concern, many focusing on carbonaceous Solids, 
Such as coal, petroleum coke, and even organic wastes. 
Processes have been developed to convert these materials 
into various combustible gases Such as 'syngas,” a mixture 
of carbon monoxide and hydrogen, or methane, also known 
as Synthetic natural gas. 
0004. The gasification of coal is typically achieved by 
reacting steam and coal at very high temperature, or at 
moderate temperatures in the presence of alkali metal cata 
lysts. One Such process, to catalytically convert coal to 
methane, is disclosed in U.S. Pat. No. 4,094,650, which 
issued on Jun. 13, 1978. The 650 patent discloses that in the 
presence of a carbon-alkali metal catalyst, carbonaceous 
Solids can be gasified to produce methane in a relatively 
thermoneutral process. 
0005. The alkali metals, including lithium, sodium, 
potassium, rubidium and cesium, can catalyze coal gasifi 
cation, either in pure metallic, or compound, or complex 
form. Generally, the relative activity of the alkali metals as 
coal gasification catalysts increases with atomic weight, i.e., 
cesium is the most potent and lithium is the least potent. The 
development of catalytic coal gasification (“CCG”) pro 
cesses has focused on Sodium and potassium since they 
exhibit reasonable activity while also being less expensive 
and more widely available than the heavier alkali metals. 
The coal-catalyst mixture can be prepared and then intro 
duced into a gasification reactor, or can be formed in situ by 
introducing alkali metal catalyst and carbonaceous particles 
separately into a reactor. 
0006. The alkali metal catalyst can be introduced into a 
CCG process as an inorganic alkali metal salt, an organic 
alkali metal salt, an alkali metal hydroxide, an alkali metal 
oxide, an alkali metal carbonate, an alkali metal bicarbonate, 
etc., or as a pure metal, or as a mixture of Such compounds. 
The alkali metal catalyst can comprise more than one alkali 
metal, e.g., potassium and sodium, and can be introduced as 
a combination of alkali metal compounds, e.g., a mixture of 
potassium hydroxide, potassium carbonate, and sodium 
hydroxide, which combination may be eutectic salt mix 
tures. One preferred alkali metal compound identified in the 
literature for use in CCG is potassium carbonate. 
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0007 Coal typically contains significant quantities of 
inorganic matter including calcium, aluminum, silicon, iron, 
Vanadium, and Sulfur, among others. These compounds form 
inorganic oxides or ash in the gasification reactor. It is 
known that at temperatures above about 500 or 600° C. 
potassium (or other alkali metals) can react with the ash to 
form insoluble alkali aluminosilicates. In this form the alkali 
metal is inactive or relatively inactive as a catalyst. To 
prevent a buildup of the inorganic Solids in a coal gasifica 
tion reactor, a Solid purge of char, i.e. solids composed of the 
ash, unconverted carbonaceous material, and alkali bound 
within the solids, must be periodically withdrawn. This char 
can be 20% or more by weight, e.g., of the potassium metal, 
including some as soluble potassium salts such as KCO, 
and some as insoluble potassium aluminosilicate Such as 
KAISiO, (synthetic kaliophilite or kaolinite). 
0008 To compensate for losses of catalyst in the solid 
purge, a traditional CCG process uses a Substantial catalyst 
make-up stream. Raw material costs and environmental 
implications of a CCG process can be minimized by recov 
ering the alkali metal from the Solid purge. 
0009. The 650 patent discloses water leaching of the 
solid purge to recover the soluble portion of the alkali metal. 
The solids from the gasifier are cooled to 700°F., and then 
mixed in a rich aqueous solution of the catalyst to dissolve 
readily soluble material. The enriched aqueous catalyst 
solution is utilized to prepare the gasifier feed. The once 
washed solids are transferred to a multi-stage countercurrent 
liquid solid extraction system wherein the solids are con 
tacted serially with an increasingly dilute catalyst solution at 
about 110° C. (230 F) and 30 psia to recover the less 
soluble alkali material. The 650 patent discloses a 7-tank 
battery of mixing vessels with attendant filters, pumps, and 
make up streams. Insoluble alkali metal compounds Such as 
KAlSiO remains in the spent solids, so only about 2/3 of the 
alkali metal withdrawn in the solid purge can be recovered 
and recycled to the gasification process. 
0010. It is known that insoluble alkali constituents can be 
recovered from aluminosilicate compounds by “digesting 
alkali aluminosilicates in an alkaline solution containing 
calcium or magnesium, which under proper conditions dis 
place the potassium (or other alkali metals) from the alu 
minosilicates and form an aqueous solution containing freed 
potassium (or other alkali metals). 
(0011. Such a process is utilized in U.S. Pat. No. 4,159, 
195, which issued on Jun. 26, 1979. According to the 195 
patent, the Solid purge and solids separated from the raw 
product gases pass through a fluidizing chamber to separate 
out and recycle the lighter particles to the gasifier. The 
remaining heavier particle stream is cooled and directed to 
a water leaching unit wherein soluble alkali constituents 
dissolve to form a dilute alkali solution containing a variety 
of alkali metal compounds such as carbonates and Sulfates. 
The 195 patent states that the water leaching unit typically 
comprises a multi-stage counter current extraction system, 
Suggesting a complicated process similar to that disclosed by 
the 650. 

0012. The 195 patent warns that the soluble alkali con 
stituents could react with the alkaline components of the 
digestion process and form undesirable byproducts. To avoid 
such problems, the 195 patent directs the dilute alkali 
solution to the gasifier feed preparation Zone without further 
treatment. The leached solids are directed to a lime digestion 
unit wherein the washed solids are vigorously mixed with 
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aqueous slurry of calcium or magnesium hydroxide at 
between 250-500° F (-120-260° C.). According to the 195 
patent, the digester product solution normally comprises 
alkali metal hydroxides and alkali metal aluminates. To 
avoid recycling aluminates to the gasifier which could 
increase the ash load, the 195 patent discloses that the 
digester solution can be contacted with a carbon dioxide 
containing gas causing the aluminum hydroxide to precipi 
tate before the remaining Solution is recycled. 
0013. A multi-stage water-wash process with digestion is 
conventional. The 195 patent reports that greater potassium 
recovery (than with just a water-wash process) is possible by 
lime digestion to recover the insoluble moieties. However, 
pilot scale work on catalyst recovery, sponsored by DOE 
contract ET-78-C-01-2777 and reported in FE-2777-31, 
which utilized digestion followed by a multi-stage leaching 
with water, shows that the addition of lime digestion may not 
be economically advantageous. 
0014 Lime digestion has also been Suggested for use in 
other coal technologies. For example, magnetohydrody 
namic (MHD) power generation has been proposed as a 
technique to increase the efficiency of a conventional coal 
fired power plant. In an MHD power plant, a plasma, formed 
by adding an easily ionizable material to the combustion 
gases, passes at very high temperature and high Velocity 
through a magnetic field and induces an electric current. 
According to U.S. Pat. No. 5,057.294 to Sheth et al., which 
describes a process for recovering and recycling spent seed 
in an MHD plant, potassium carbonate is a preferred seed 
material. 

0015. According to the 294 patent, most of the potas 
sium seed converts to solid potassium sulfate upon reaction 
with Sulfur dioxide in the combustion gases and can be 
Subsequently recovered as potassium formate by reaction 
with lime and carbon monoxide in a formate reactor. About 
15% of the potassium seed reacts with the aluminum and 
silicon inorganic components of the coal and forms 
insoluble potassium aluminosilicates known as MHD 
"slag. The potassium in the slag can be substantially 
recovered by crushing the slag particles and digesting them 
with lime in aqueous phase at a 4:1 molar OH/K ratio and 
a temperature of 445 F. to 480° F (about 230-250° C.). The 
resulting highly alkaline digester product solution of potas 
sium hydroxide is combined with the formate reactor prod 
uct to precipitate calcium sulfate. The remaining Solution 
with potassium formate and Small amounts of potassium 
hydroxide may be dried and recycled as MHD “seed.” 
0016. The 294 patent discloses that by grinding the slag 

to about 75 mesh before it is digested, up to about 80% of 
the potassium can be recovered. The slag and spent seed can 
be collected as substantially separate streams. The 294 
patent does not address recovery of soluble and insoluble 
alkali from a single stream of Solids. There is no suggestion 
that the particles could be fractured rather than ground to 
properly size the particles for digestion. 
0017 Thus, the known methods for alkali metal recovery 
in coal processes are cumbersome and expensive. It would 
be highly desirable to develop a CCG process capable of 
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recovering alkali catalyst in a simpler system, and it would 
be even more desirable if such a process were flexible and 
reliable. 

SUMMARY OF THE INVENTION 

0018. The process of the present invention is designed to 
overcome the above-described weaknesses of the prior art. 
Specifically, the proposed process cools the hot solid purge 
from gasification to the catalyst recovery temperature, frac 
tures the withdrawn solids into small particles to promote 
complete leachability of the alkali metal salts, and separates 
the soluble alkali metal moieties from the solids all in a 
single vessel. The entire charge of hot Solid purge can be 
treated, so equipment to separate and return the Smaller 
particles to the gasifier may not be required. The present 
invention utilizes the thermal energy of the hot solid purge 
to fracture the withdrawn particles upon contact with water 
without the need for undue grinding equipment. It is 
believed that the resulting higher surface area of the solids 
enables soluble alkali moieties to dissolve more readily, 
reducing or eliminating the need for a multistage water-wash 
unit. The solids settle and can be readily withdrawn as a 
concentrated slurry separately from the solution comprising 
dissolved alkali metal constituents, thereby avoiding the 
need to utilize a solid liquid separation filter. 
0019. It will be seen that the present invention provides 
a flexible and simplified process to recover and recycle the 
alkali metal catalyst to a coal gasification reactor. The 
catalyst recovery process of the present invention usefully 
employs the energy withdrawn from the gasifier in the hot 
char particles to fracture the Solids into Small particles. 
Moreover, the system of the present application involves 
less equipment so it can be less expensive to build, less 
expensive to maintain and operate, and more reliable than a 
traditional CCG system. 
0020. In an embodiment of the present application, the 
coal gasification process of the present invention has a 
gasification reactor; a product separations Zone; and an 
alkali metal catalyst recovery system. In the gasification 
reactor, coal particles and steam are converted in the pres 
ence of alkali metal salts to produce gases and char particles 
comprising unreacted carbon, inorganic constituents of the 
coal, and alkali metal compounds. A Solid purge of char 
particles is withdrawn from the gasification reactor in an 
amount Sufficient to maintain a steady state load of Solid 
inorganic compounds within the gasification reactor. In the 
catalyst recovery system, catalyst constituents of the Solid 
purge are recovered for recycle to the gasification reactor. 
0021. The catalyst recovery system has a fracturing tank 
to receive the Solid purge stream of hot char particles, to 
fracture the char particles, and to cool the Solid purge stream. 
Soluble alkali constituents of the char dissolve and separate 
into a solution. Optionally, a lime digestion unit can be used 
to breakdown solids withdrawn from the fracturing tank and 
recover additional insoluble catalyst constituents. The prod 
uct slurry from the digestion unit, which can include alkali 
hydroxide compounds, calcium hydroxide, and calcium alu 
minosilicates, can be combined with the solution from the 
fracturing tank which can include a variety of alkali com 
pounds including hydroxides, carbonates, bicarbonates, Sul 
fides and sulfates. 
0022. In other embodiments, calcium, which can be in the 
form of for example, calcium oxide or calcium hydroxide, 
is fed the gasification reactor and is believed to bind or tie 
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up the alumina and silica components of the coal. Such that 
the solid purge comprises little or no alkali metal alumino 
silicates or silicates. In Such cases the lime digestion unit 
could be smaller or omitted entirely. 
0023 The solution from the fracturing tank, together with 
the product slurry from a digestion unit, if present, can be 
filtered and concentrated and then reacted with a carbon 
dioxide rich gas to convert the alkali compounds to alkali 
carbonates. In some embodiments the mixture is carbonated 
before or concurrent to being filtered. In such case, calcium 
hydroxide from the digestion unit can be converted to solid 
calcium carbonate and removed by filtration. 
0024. In some embodiments the resulting alkali carbon 
ate Solution can be stored and/or recycled as a liquid. 
Alternatively, the alkali carbonate solution can be dried and 
the dry alkali carbonate can be stored and/or recycled as a 
solid. 

OBJECTS OF THE INVENTION 

0025. Accordingly, it is an object of this invention to 
simplify the recovery of alkali metal catalyst from the solid 
purge of a catalytic coal gasification reactor and improves 
the overall economics. 
0026. A further object is to efficiently separate alkali 
metal catalyst from the solid purge of a CCG reactor to 
improve the overall efficiency and economics of a CCG 
process. 
0027. A further object of this invention is to provide an 
alkali metal catalyst recovery process wherein the alkali 
constituents can be separated from the solid purge of a CCG 
reactor in a single stage process. 
0028. A further object is to utilize the heat of the solid 
purge to fracture the char particles into Smaller particles and 
thereby promote efficient solubilization of the alkali metal 
catalyst from the solid purge of a CCG reactor. 
0029. Another object is to recover the alkali metal cata 
lyst in a CCG process in a convenient form. 
0030 These and other objects of the invention will 
become apparent from the following description of the 
invention. 

BRIEF DESCRIPTION OF THE DRAWING 

0031 FIG. 1 is a schematic diagram illustrating features 
of a preferred embodiment of the invention. 

DETAILED DESCRIPTION OF THE VARIOUS 
EMBODIMENTS 

0032 “Alkali metal catalyst” as used herein, refers to 
alkali compounds that are introduced to the process to 
facilitate the gasification reactions, and that can be recovered 
and recycled. The term is not meant to suggest or be limited 
to the specific moiety or moieties that activate the carbon 
Surface or actually catalyze the gasification reactions. 
0033. In the process flow scheme that follows, the present 
application provides an integrated process for converting 
coal into product gases such as Syngas or methane. The 
process recovers and recycles alkali metal catalyst and 
maintains its overall attractiveness in comparison to thermal 
gasification. Preferably, the process includes Zones for feed 
preparation, gasification, and product purification, and an 
alkali metal catalyst recovery system. 
0034. The feed preparation Zone can include a mixing 
tank for combining coal particles (preferably ground to 
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about 125 mesh by equipment not shown) with an aqueous 
Solution of an alkali metal compound to form a feed slurry. 
The feed preparation Zone also can include a drying tower 
wherein water is removed from the slurry by superheated 
steam to form additional steam and a stream of dry solids 
comprised of coal impregnated with alkali metal catalyst. 
The feed preparation Zone further can include a screw 
blender wherein coal particles are soaked with aqueous 
alkali metal salt Solution. Alternatively the coal particles can 
be blended dry with alkali metal compounds. The feed 
preparation Zone can include apparatus to heat the soaked or 
dry blended coal particles to increase the surface area of 
carbon in contact with alkali metal catalyst and/or improve 
the integration of alkali metal catalyst within pores of the 
coal particles. Still other methods of combining coal par 
ticles and an alkali metal catalyst are known, e.g., an alkali 
metal compound and coal particles can be fed as separate 
streams directly to the gasifier, without first combining them 
in a feed preparation Zone. The instant invention encom 
passes all known coal gasification feed preparation tech 
niques. Whether combined or as separate streams, prepared 
coal particles and an alkali metal catalyst are fed to the 
gasification reactor. 
0035. In the gasification Zone, coal and steam are reacted 
in the presence of an alkali metal catalyst in a reactor (“the 
gasifier”), to form a raw product stream that can comprise 
synthesis gas, methane or other carbonaceous stream and 
unreacted Steam. In preferred embodiments the gasifier 
operates at between about 500° C. and 700° C. The optimal 
loading of alkali metal catalyst to coal depends on the type 
of coal, the coal properties, and on the particular gasification 
conditions, but is typically about 5 to 20 wt %. In certain 
embodiments, a stream of hydrogen and carbon monoxide is 
also fed to the gasifier. In some embodiments, a stream of 
calcium oxide or other calcium compound can be fed to the 
gasifier. 
0036 Coal typically contains inorganic mineral constitu 
ents, sometimes called ash, which would not be expected to 
gasify. Such inorganic mineral constituents may include, for 
example, alumina and silica. Calcium compounds, if present 
in the reactor in Sufficient quantities, can bind with CO and 
form particles of CaCO, and/or can bind with the inorganic 
mineral constituents of the coal and form, for example, 
calcium aluminosilicates and/or calcium silicates. 
0037. During operation, char particles comprised of unre 
acted carbon, ash constituents of the coal, and alkali metal 
salts form in the reactor. A solid purge comprising char (and 
calcium solids, if present) is withdrawn periodically from 
the gasifier to prevent a buildup of such solids in the gasifier. 
The Solid purge is directed to the catalyst recovery system 
with recovers alkali constituents of the Solid purge as 
described below. 

0038. The raw product gas stream can carry fine 
entrained char particles as it exits the reactor. The char is 
separated from the raw product gas stream and directed back 
to the gasification reactor. The raw product stream is treated 
further to isolate the products such as Syngas or methane. 
The apparatus and methods for removing unreacted Steam 
and/or acid gases Such as hydrogen Sulfide and carbon 
dioxide, if present, and for separating any hydrogen and 
carbon monoxide, if present, from the raw product stream 
can be conventional. 
0039. The catalyst recovery system includes a fracturing 
tank which receives the hot char that is periodically or 
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continuously withdrawn from the gasifier. In a preferred 
embodiment, the fracturing tank is directly below the gas 
ification reactor such that char can be dropped from the 
bottom of the gasifier into the fracturing tank simply by 
opening a solids discharge valve. Optionally, the gasifier and 
the fracturing tank are two compartments of a single vessel. 
0040. The fracturing tank can contain a pool of water into 
which the hot char of the solid purge is dropped. The 
fracturing tank can alternatively be equipped with water jets 
which can be directed towards the char particles. Upon 
contact with the relatively cold pool of water or water jets, 
the particles can be quickly cooled from the gasifier tem 
perature and it is believed that the high thermal stresses due 
to the high temperature differential causes the agglomerated 
char to fracture into small particles. The fractured particles 
have higher surface to volume ratio, which can enable better 
solubilization of the alkali metal comprising the solid purge 
in the alkali metal catalyst recovery process. Proper condi 
tions in the fracturing tank can enable essentially complete 
dissolution of soluble alkali metal constituents without 
undue need to grind the withdrawn char. Steam, which 
evolves from the fracturing tank, can be utilized within the 
lime digestion unit described below or in the gasifier. A 
water makeup stream can be fed to the fracturing tank as 
necessary. The fracturing tank can be designed to minimize 
the contact time of the solids with water, such as by 
collecting the water from the water jets separately from the 
Solids in a catch basin, or by providing for any water to 
immediately drain away from the solids that accumulate at 
the bottom of the tank. 

0041. The char particles can be cooled from gasification 
temperature to as low as about 50° C. or to as high as about 
300° C. by controlling the solids to water ratio and by 
controlling the contact time of the solids with the water in 
the fracturing tank. It is expected that the greatest Solid 
Surface area can be attained by contacting the hot char with 
a pool of water and cooling it to a temperature in the range 
of about 50° C. to 95°C. Alternatively, better heat integra 
tion with the digestion unit, if present, can be attained by 
cooling the char with water jets such that the Solids cool only 
to a temperature in the range of about 120° C. to 300° C. At 
the higher temperatures, little heating in a Subsequent lime 
digestion unit would be needed. The present process pro 
vides flexibility so the fracturing tank operation may be 
optimized for the coal properties and conditions in the CCG 
reactOr. 

0042. The fracturing tank of the present invention can 
integrate water washing with cooling. It can be configured 
such that a substantial amount of the soluble alkali constitu 
ents of the char in the Solid purge dissolve into Solution 
within the fracturing tank. The soluble alkali metal constitu 
ents can thereby form an aqueous solution which can be 
withdrawn separately from the washed solids that settle to or 
collect at the bottom of the fracturing tank. According to the 
present application, the aqueous solution from the fracturing 
tank can include most of the soluble alkali metal constituents 
of the solid purge, and the washed solids can include most 
of the insoluble alkali metal constituents. 

0043. The fracturing tank can also be designed such that 
the washed solids and the solution can be withdrawn sepa 
rately without undue need for a separate filtration step. The 
fracturing tank can contain a pool of water into which the hot 
solids drop, in which case the solids will settle to and can be 
withdrawn from the bottom of the tank. The tank bottom 
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may have a sloping floor to push the Solids together and 
Squeeze out additional liquid from the settled washed solids. 
In other embodiments, the hot solids may fall through a 
series of water jets and the fracturing tank can be designed 
such that the washed solids collect as essentially hot cinders 
at the bottom of the tank and the water from the jets, after 
passing through and cooling the falling char particles, can be 
collected separately or immediately drained from the col 
lected, washed solids. 
0044) The catalyst recovery system of the present appli 
cation can further include a lime digestion unit to provide 
additional catalyst recovery. The washed solids from the 
fracturing tank are directed to a lime digestion vessel. An 
alkaline earth digestion agent Such as a calcium or magne 
sium compound (as, e.g., calcium hydroxide) in aqueous 
slurry form is added as needed to achieve optimal alkaline 
OH to alkali metal ratio of 5 to 25. In some embodiments, 
there can be sufficient calcium in the char such that little or 
no additional lime is needed. Heat can be provided to the 
digesters by direct injection of steam. The digester contents 
are vigorously mixed for 2 to 4 hours at a temperature of 
about 50° C. to about 300° C. and a pressure of about 10 to 
about 500 psig. During the digestion process, the digestion 
agents react with the solids, forming an aqueous alkali metal 
salt solution (e.g. potassium hydroxide) and insoluble alu 
minosilicate compounds (e.g. calcium aluminosilicates). By 
properly Synchronizing the charging, mixing, and emptying 
operations the digestion can be carried out in one step. 
0045. The fracturing tank solution, which contains most 
of the soluble alkali metal constituents which are in the form 
of hydroxides, carbonates, bicarbonates, sulfides, Sulfates 
and the like can bypass the digester unit and be directed to 
upgrading processes as described more fully below. The 
process thereby helps avoid or minimize potential problems 
or complications arising from introducing the Soluble forms 
to the digestion unit. 
0046. The fracturing tank solution and digester product 
slurry, if present, can be combined as a recovered catalyst 
Solution and upgraded by filtering out the Solids, and con 
centrating the Solution in a multiple effect evaporator or 
similar equipment. Using filter aids if necessary, the filter 
preferably can remove solids down to a few microns. To 
convert the alkali metal salts to the carbonate form, the 
Solution is contacted with a CO rich gas. The carbonation 
step will also convert any soluble alkaline earth compounds, 
Such as calcium hydroxide, to the insoluble carbonate form. 
If salt deposits within the evaporator are a concern, then the 
carbonation can precede or occur within the filtering step (as 
in a pressurized filtration unit). In another alternative, the 
carbonation can occur after the solution is filtered and 
concentrated. 

0047. As noted, by fracturing the hot char particles, the 
alkali catalyst can be more easily and completely solubi 
lized. Thus, essentially all of the soluble alkali catalyst can 
be dissolved in the fracturing tank Solution, which is a 
one-stage water wash. Likewise, nearly all of the alkali 
value of the alkali aluminosilicate or alkali silicate constitu 
ents (the insoluble alkali constituents) can be dissolved in 
the digester product slurry. According to an aspect of the 
present application, a Substantial quantity of the Soluble and 
insoluble alkali constituents can be recovered, upgraded, and 
recycled without the use of a multistage washing or leaching 
process. 
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0048. A purge from the recycle stream helps avoid 
buildup of undesirables, such as chlorides, phosphates, 
silicates, etc. An alkali metal catalyst makeup stream is 
available to replace catalyst lost with the filtered solids or 
withdrawn in the recycle purge. 
0049. If the carbonaceous feed to the gasification process 

is impregnated with a solution of alkali metal compounds, 
then further crystallization to recover the alkali metal as a 
Solid catalyst is less necessary. The concentrated alkali metal 
catalyst Solution can be stored and recycled to the gasifier 
feed as needed. In the alternative, the alkali metal catalyst 
solution can be directed to a crystallizer/dryer to recover the 
alkali metal catalyst as a dry compound which can also be 
stored and recycled to the gasifier feed, as needed. 
0050 Referring to FIG. 1, Zones for feed preparation, 
gasification, and product separation in the catalytic coal 
gasification process of the present application are shown 
generally. The alkali metal catalyst recovery system includes 
a fracturing tank 30, a digester unit 40, a filter 50 and a 
multiple effect evaporator 55, a carbonation vessel 60 for 
contacting a solution with carbon dioxide rich gas, a crys 
tallizer/dryer 70 and a recovered alkali metal catalyst storage 
vessel 80. 

0051. In a gasifier 20 processing about 100 tons per day 
of coal containing about 10% ash and with a 20 wt % 
catalyst loading, the Solid purge can total about 35 tons per 
day. A conduit 25 for transferring solid purge from the 
gasifier 20 to the fracturing tank 30 can comprise simply a 
separation valve which, when open, allows hot solid char 
particles from the bottom of the gasifier 20 to fall into the 
fracturing tank which is physically positioned directly below 
the gasifier and can contain a reservoir of water or water jets 
aimed at the falling Solids. Other means for transferring 
solids between vessels are known to those skilled in the art. 
The present application is not limited to said separation 
valve and is intended to encompass such other Solid transfer 
devices. 

0052 Steam that evolves from the fracturing tank can be 
drawn off through line 31 and usefully employed to transfer 
heat to the digestion unit 40. Water can be added through 
line 32. 

0053. The digestion unit 40 in a preferred embodiment 
includes three digester vessels which operate in parallel, but 
on a staggered sequence Such that, for example, one vessel 
41 is actively digesting a batch of Solids, as another vessel 
42 is emptying, and the third vessel 43 is receiving washed 
solids drawn continuously from the bottom of the fracturing 
tank 30. The digestion process sequence is timed Such that 
when a first vessel receiving washed solids is full, a second 
vessel is empty and can begin receiving washed solids as the 
first vessel begins the digestion reaction. The sequence 
continues such that when that second vessel is full of washed 
Solids, the third vessel is empty and can begin receiving 
washed solids, and when that third vessel is full, the first 
vessel is empty and can begin being filled, and so forth. 
0054 Returning to the flow scheme of FIG. 1, washed 
solids that settle to or collect at the bottom of the fracturing 
tank 30 are withdrawn through line 35 to vessel 43 which is 
in the charging portion of the digestion sequence. Lime is 
added to charging vessel 43 as needed through line 45. 
Optimally the hydroxide to alkali metal molar ratio during 
digestion is about 5 to 25. Steam is added through line 31 
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and line 46 as necessary to the mixing vessel 41. Optimally, 
the digestion reaction proceeds at a temperature within the 
range of about 50 to 300° C. 
0055. The product of the digestion reaction process is a 
slurry comprising an aqueous alkali metal salt solution (e.g. 
potassium hydroxide), insoluble silicate or aluminosilicate 
compounds (e.g. calcium aluminosilicates), and unreacted 
lime. This slurry is discharged from the emptying vessel 42 
through line 48 and combined with the fracturing tank 
solution which is drawn from fracturing tank 30 through line 
36. The combined stream of recovered alkali metal catalyst 
solution in line 49 is directed to a filtration unit 50. 

0056. The filtration unit comprises a filter bed designed to 
remove most of the solids with or without the use of filter 
aids. Solids are withdrawn through line 51 and can be sent 
for further processing, or to disposal. The filtered alkali 
metal catalyst solution is directed through line 53 to a 
multiple effect evaporator 55 or similar equipment which 
concentrates the catalyst Solution. Optimally, the evaporator 
55 reduces the water content of the solution to about 40-50% 
strength. 
0057 The concentrated solution is then directed through 
line 58 to a carbonator 60 equipped with multiple trays or 
baffles or packing material, as necessary, to ensure good 
gas-liquid contact. The solution is fed through line 58 to the 
top of carbonator 60 and flows from tray to tray as a CO, rich 
gas, fed through line 61 to the bottom of carbonator 60, 
bubbles through or otherwise extensively contacts the falling 
liquid. Gas depleted in CO, is withdrawn from the carbon 
ator through line 63. The carbonated solution flows through 
line 65 to crystallizer/dryer 70 wherein the solution is dried. 
The solids as flakes or deposited particles are transferred 
through line 75 to storage vessel 80. A purge can be 
withdrawn from line 72. 

0058. The recovered solids are transferred via line 85 to 
the feed preparation Zone. Make-up alkali metal compound 
is added through line 87, as needed. 
0059. As will be seen from the above, the invention 
disclosed herein provides an efficient process for separating 
the alkali metal catalyst from Solids purged from a coal 
gasification reactor, and for recycling Such alkali metal 
catalyst to the coal gasification reactor. 
0060 Advantageously, by utilizing the heat of the hot 
char withdrawn from the gasifier to fracture the solids into 
Small particles, the present application enables recovery of 
the soluble and insoluble alkali metal catalyst constituents of 
the char particles without a complicated multistage water 
wash or digester unit and without undue grinding the char, 
or with no grinding at all. 
0061 The catalytic coal gasification systems of the 
present application involve fewer steps and less equipment 
than a traditional CCG System, and can be more economical 
to build and operate and more reliable. 
0062. While particular embodiments of the present 
invention have been illustrate and described herein in con 
junction with a particular flow diagram and operating con 
ditions, it should be apparatus that various modifications and 
Substitutions can be made thereto or incorporated and 
embodied as part of the present invention without departing 
from the spirit and scope of the present invention. No 
limitation should be imposed other than those indicated by 
the following claims. 
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The invention claimed is: 
1. A coal gasification process comprising: 
contacting coal particles with steam in the presence of an 

alkali metal catalyst in a reactor wherein raw product 
gases are formed and char particles are produced, said 
char particles containing carbon, inorganic constitu 
ents, and alkali metal catalyst constituents, 

withdrawing a stream of said raw product gases from said 
reactor, 

recovering a product gas stream from said stream of said 
raw product gases, 

contacting a stream of char particles from said reactor 
with water in a fracturing unit whereby said char 
particles fracture and a portion of said alkali metal 
catalyst constituents dissolve into said water to form a 
fracturing unit Solution and washed Solids, 

withdrawing from said fracturing unit a stream of said 
washed Solids and a stream of said fracturing unit 
Solution. 

2. The process of claim 1 wherein 
said stream of washed solids is reacted with a solution of 

alkaline earth compounds at a temperature in the range 
of about 50° C. to about 300° C. to form a slurry of 
spent solids, and the process further comprises: 

combining said slurry of spent Solids with said stream of 
fracturing unit Solution to form a catalyst recovery 
Stream, 

filtering and carbonating said catalyst recovery stream to 
recover a stream of alkali carbonate compounds, and 

recycling said alkali carbonate compounds for contacting 
with said coal particles. 

3. The process of claim 2 wherein said slurry of spent 
Solids is not treated to multi-stage water wash prior to 
recycling alkali carbonate compounds recovered therefrom. 

4. The process of claim 1 further comprising: 
filtering and carbonating said stream of fracturing unit 

Solution to recover a stream of alkali carbonate com 
pounds, and 

recycling said alkali carbonate compounds for contacting 
with said coal particles. 

5. The process of claim 4 wherein said stream of fractur 
ing unit solution is not treated to multi-stage water wash 
prior to recycling alkali carbonate compounds recovered 
therefrom. 

6. The process of claim 2 or 4 wherein said alkali 
carbonate compounds comprise potassium carbonate or 
Sodium carbonate. 

7. The process of claim 2 wherein said solution of alkaline 
earth compounds comprises calcium hydroxide, and 

the molar ratio of calcium hydroxide to alkali metal in the 
washed solids is from about 5 to about 25. 

8. The process of claim 2 or 4 wherein said carbonating 
follows said filtering. 
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9. The process of claim 2 or 4 wherein said carbonating 
is conducted by exposing said catalyst recovery stream to a 
stream comprising carbon dioxide. 

10. The process of claim 1 wherein said product stream 
comprises methane. 

11. The process of claim 1 wherein said product stream 
comprises Syngas. 

12. The process of claim 1 wherein said contacting a 
stream of char particles from said reactor with water in a 
fracturing unit comprises water jets impinging upon said 
stream of char particles. 

13. The process of claim 1 wherein said contacting a 
stream of char particles from said reactor with water in a 
fracturing unit comprises said stream of char particles falling 
into a pool of water. 

14. The process of claim 2 or 4 wherein said alkali 
carbonates are recycled as an aqueous solution. 

15. The process of claim 2 or 4 further comprising drying 
said stream of alkali carbonate compounds and recycling 
said alkali carbonate compounds as Solids. 

16. The process of claim 1 wherein said stream of water 
washed solids is withdrawn at a temperature in the range of 
about 50° C. to about 300° C. 

17. The process of claim 16 wherein said stream of water 
washed solids is withdrawn at a temperature in the range of 
about 50° C. to about 95° C. 

18. The process of claim 16 wherein said stream of water 
washed solids is withdrawn at a temperature in the range of 
about 125° C. to about 300° C. 

19. A process wherein carbonaceous solids containing 
alumina and silica constituents are reacted in the presence of 
alkali metal compounds to form char particles which com 
prise insoluble alkali compounds and soluble alkali com 
pounds said process comprising: 

contacting a stream of said char particles with water in a 
fracturing unit whereby said particles fracture and a 
portion of said soluble alkali compounds dissolve to 
form washed solids and a first Solution comprising said 
portion of Soluble alkali compounds, and wherein said 
washed solids settle, 

digesting a stream of said settled, washed Solids with a 
Solution or slurry of alkaline earth compound in aque 
ous phase to form a slurry of spent Solids comprising 
alkaline earth compounds in a second solution com 
prising a portion of said insoluble alkali compounds, 

combining said a slurry of spent Solids comprising alka 
line earth compounds in said second solution with said 
first solution to form a catalyst recovery stream, 

filtering and carbonating said catalyst recovery stream to 
recover a stream of alkali carbonate compounds, and 

recycling said alkali carbonate compounds for use in said 
process. 


